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Abstract 

Introduction. Failure of equipment, specifically pipes in the oilfield complex, due to the development of corrosion 
processes leads to numerous losses, destruction of expensive components, disruption of technological processes and, as 
a result, environmental damage. The use of anticorrosive coatings as an internal protection of oilfield pipes offers many 
advantages and can significantly reduce the rate of corrosion, but does not provide a complete solution to this problem. 
Destruction of internal anticorrosive polymer coatings (IACPC) occurs for numerous reasons. The causes and 
mechanisms of destruction are insufficiently investigated. Therefore, the aim of this work was to analyze the destruction 
of internal anticorrosive polymer coatings using practical examples, which made it possible to form and identify the 
main causes of damage and degradation of coatings during operation. 

Materials and Methods. A complex of laboratory studies was carried out to study the damage to internal polymer 
anticorrosive coatings during operation and to establish the main causes of destruction. The initial phase of the 


investigation involved a detailed examination of the materials related to the accident circumstances, including the 
operating conditions of the coated pipeline (composition of the operating medium, temperature, pressure, and presence 
of mechanical impurities), operation time, and type of polymeric material used. The second phase involved laboratory 
testing of the coating, which included the determination of layer thickness, dielectric continuity, adhesive strength 
(by the normal separation method), investigation of thermokinetic properties by means of differential scanning 
callometry (DSC), study of the coating structure using scanning electron microscopy. 

Results. Practical examples of the destruction of internal anticorrosive coatings of oilfield pipes were analyzed. For 
each case, characteristic signs of degradation of the anti-corrosive coating were identified. Changes in the 
microstructure of the coatings, as well as the formation of corrosion products, were observed depending on the type of 
destruction. The focus was on studying the degree of polymerization of the coating, both using the traditional method of 
determining the ATg parameter using DSC, and based on indirect signs detected during microscopic studies. 

Discussion and Conclusion. The practical cases of damage to the internal anticorrosion coating of pipes of the oil and 
gas complex considered in the article allowed us to divide the causes of destruction into three groups: operational, 
technological and defects during transportation, storage and construction and installation works. Based on these 
findings, we have formulated recommendations for manufacturers to ensure maximum performance from their coatings. 
It is noted that the compliance with the presented recommendations makes it possible to obtain internal anticorrosive 
polymer coatings with a minimum guaranteed lifespan of 15 years, as demonstrated by the successful operations of 
pipelines in Western Siberia, such as those operated by Surgutneftegaz PJSC and LUKOIL — Western Siberia LLC. 
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AHHOTalna 

Beedenue. OrKa3 oOopyqoBaHna — TpyO HedTenpoMBIcOBOrO KOMIIeKca — lO IPW4HHe pa3sBHTHA KOppo3HOHHBIxX 
TIpOWeCCOB MPHBOAHT K MHOTOUMCCHHBIM yOBITKaM, pa3pyWICHHIO JOPOrocTOALHX KOMIVICKTYIOMIMX, HapylieHHIo 
paOoTbl TEXHOJIOrM4eCKHX MIpOLeccosB UH, Kak CJIe{CTBHe, IKOOrMYecKoMy yiepoy. IIpumMeneHue aHTHKOppO3HOHHBIX 
MOKPbITHH B Ka4eCTBe BHYTPeHHeM 3all{MTbI He(TeMpoMBICOBbIX TpyO HMeeT MHOTO IIpeHMYyI[eCTB H MO3BOJAeT 
3HAYHTeIbHO CHVH3HTb CKOPOCTb KOppo3HH, HO He oOecneuHMBaeT HOHOrO pelleHHa WaHHoM upoOmempl. Ilo 
MHOFOYHCICHHBIM TIPHYHHaM IMpPOHCXOAAT pa3pyWIeHHA BHYTPCHHHX AHTHKOPPO3HOHHBIX MOJIMMepHbIX MOKpbITHH 
(BAKIIIT). Hegoctarouno uccieqOBaHHbIMH ABIIAIOTCA IPHYMHbI H MeXaHH3MbI paspyuienusA. IlostToMy WesbIO WaHHOM 
paOoTbl cTaIo MpoBeyeHve aHaM3a pa3pylWeHHit BHYTPeHHHX aHTMKOPpO3HOHHBIX TOJIMMepHbIX UOKpbITHH Ha 
TipakTH¥ecKHX IIpHMepax, Y4TO NO3sBOHIO CSOpMHupOBaTb UM BbIACIMTb OCHOBHbIC MPHYHHbI MOBpexAeHHA 
TeTpayaluu WOKpbITHH pH 9KcIIyaTalnu. 

Mamepuanoi u memoooi. [na u3y4eHua NOoBpexeHHi BHYTPeCHHUX MOJIMMepHBIX AHTHKOPPO3HOHHBIX MOKPbITHH B 
Iipolecce 9KcIIyaTalMH WM yCTaHOBJICHHA OCHOBHBIX IIPpHYHH pa3pyWIeHHA MPOBOAMJICA KOMIMIeKC JaOopaTOpHBIXx 
vccieqoBpaHHi. IleppoHayambHbIM 9TalOM HCCICOBAaHHA ABIIAOCh WOApoOHoe M3y4yeHHe MaTepHasIoB 
OOCTOATeIBCTBA aBapHH: YCNOBUA 9KCIVIyaTayuH TpyObl Cc MOKpbITHeM (COCTaB 9KCIIyaTupyeMol cpeyBl, 
TemMilepatypa, JjaBsleHHe, HasM4Me MeXaHH4ecKHX IpHMecel), HapaOoTKa, THM IMpHMeHAemMoro MoOuMMepHoro 
Matepuana. Bropoli 9sTam — smadopaTopHbie UccieqoBaHHaA OKPbITHA: OpeweweHWe TOMEI CIOS‘, 
TMIICKTPHYeCKOM CIVIOWIHOCTH, aj{re3HOHHOM MpOuHOCTH (MeTOZOM HOpMasIbHOrO OTPpbIBa), MCCIeqOBaHHe 
TCPMOKHHETHYECKHX CBOMCTB HOCpexCTBOM AupPepeHuMabHO-ckaHUpylouleH KasoMeTpuu (JICK), u3syyenue 
CTPYKTyPpbI NOKpbITHA Ip NOMOMM CKaHupyrouleli 9IEKTPOHHOM MUKPOCKONMH. 

Pe3synomamei ucciedoeanua. Vi3yuenbt mpakTwuecKwe UpMMepbl pa3pylieHia BHYTPpeHHHX aAHTHKOppO3HOHHBIX 
MOKPbITHH HedTempoMbBicNoBEIx TpyO. Ja KaxZorO uccNeqyemMoro Culyyad BBIABJICHbI XapaKTepHble pH3HakH 
Werpayqayuv aXdTHKOppo3HoHHoro oKppirua. Tloka3aHbl W3MeHCHHA MMKPOCTpyKTypbl OKpbITHH, a TakoKe 
oOpa30BaHHe MIpOAYKTOB KOppoO3HH B 3aBHCHMOCTH OT xapakTepa pa3pyleHua. JlenaeTca akKIeHT Ha HCcIeqOBaHHU 
CTelMeHH MOJMMepH3allMH MOKPbITHA KaK C NOMOLMIbIO TpayHUMOHHOTO MeTOya oMpeyzesweHua mapametpa ATg c 
miomoub1o JICK, Tak H Ha OCHOBe KOCBCHHBIX IIPH3HaKOB, OOHApy2KeHHBIX B XO MAKPOCTPYKTYPHBIX HcceqOBaHH. 
O6écystcdenue u 3akiouenue. PaccMoTpeHHbie B CTaTbe MpakTMY4ecKHe cCJlyyad NOBpexKeHHA BHYTPeHHero 
aHTHKOppo3HHHOrO MOKpbITHA TpyO HedTera30Boro KOMIVIeKca MO3BOJIMIIM pa3eIMTb MpH4HHbI paspyWieHua Ha Tpv 
TpyMlbl: SKCIUIyaTalMOHHble, TeXHOIOrM4ecKHe HW AeeKTbI B XO TpaHCMOpTHpOBKH, XpaHeHHA UM CTPOHTebHO- 
MOHT@KHBIX padoT. CiopMysMpoBaHbl PpeKOMeHAalMH MTPOWM3BOAMTeAM, MO3BOJIAIOWIMe OyYaTb TOKPbITHA Cc 
MaKCHMA@JIBHBIMM =XapakTepHCTHKaMH, TIPHCyWIMMH UCIIOsIb3yeMOMy JIaKOKpacoOuHOMy MatTepHally. OrmeyeHo, 4TO 
coOmroyleHHe Tpey{cTaBsIeHHbIX PeKOMeHAalWM MWO3BOIMeT NMouyyaTb B ycOBHAx 3anaqHoi Cudupu BHyTpeHHHe 
AHTHKOppO3HOHHBIe MOJIMMepHble NOKPbITHA C TapaHTHPOBaHHBIM pecypcoM He Mexee 15 seT (YTO NOATBEpXAaeTCA ONbITOM 
cHleMmHoii SKCILIyaTAaLMH TAaKHX TpyGompoBopoB B ITAO «CyprytHedrera3» 1 OOO —JIYKOMJI — 3anaguas CuGupp»). 


Kosrrouesple CJ10Ba: BHYTpeCHHee AHTHKOPpO3SHOHHOe NHOJIMMepHoe MOKPBbITHe, pa3spyiieHHe HOKPbITHA, ayre3sHvOHHaA 
TIPOUHOCTS, IKCITYAaTAaWMOHHBICe e@exkTHl, OTCJIOCHHE MOKPbITHA, IPOAYKTbI KOPpoO3HH, pacTpeCKHBaHHA, B3TYTHA 


BuarojapHoctu. ABTopbl BbIpaxkaloT OaroyapHocTs Bexyujemy HHKeHepy OOO «HIIL] «Camapa»» JI.M. Jlapprqopy 
3a IIOMOIMb B MIpOBeeCHHM UCCIeOBaHH MOKPbITHM Ha paCTPOBOM 3JIEKTPOHHOM MUKPpOcKO!e. 
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Introduction. Failures of oilfield pipelines due to internal corrosion cause significant losses [1]. The main damage 
is caused by the destruction of essential components, leading to disruption of operational processes and high levels of 
economic and environmental harm [2]. To address this issue, various methods for protecting the inner surfaces of pipes 
have been developed. These include the use of corrosion inhibitors, corrosion-resistant steels, non-metallic materials, 
and internal anticorrosive coatings [3]. All these methods aim to reduce the rate of corrosion under specific operating 
conditions [4]. The most promising method to protect metal from corrosion is the use of anticorrosive polymer coatings, 
which prevent the impact of aggressive components of the transported medium on the inner surface of the pipe [5]. As a 
result, the destruction of metal caused by corrosion is significantly reduced, ensuring long-term, trouble-free operation 
of equipment [6]. Liquid and powder-based polymer coatings are two of the most reliable and versatile methods of 
protecting the inner surfaces of oilfield pipes [7]. Powder coatings based on epoxy resins are preferred due to their 
excellent performance and durability [8]. 

One of the main advantages of using anticorrosive polymer coatings is the possibility to use materials that are 
relatively inexpensive instead of more expensive options. For example, carbon steel pipes with a corrosion-resistant 
coating can be used instead of high-alloy steel pipes. In addition, due to the low roughness of the polymer coating, the 
flow rate of pipes increases [9], the formation of salt [10], asphalt-resinous and paraffin deposits decreases 
significantly [11]. Compared to the chemical method of protecting pipes (through the use of corrosion inhibitors), 
internal polymer-based coatings have several advantages. These include: 

1. Internal anticorrosive polymer coatings are more effective, as they form a physical barrier between the aggressive 
environment and the metal. Inhibitors affect the corrosion process only in direct contact with the metal surface. 

2. Polymer coatings have a longer service life, while the action of the inhibitor may cease when its concentration in 
solution is depleted. 

3. In compliance with the technical regulations, anticorrosive coatings are easily applied to the inner surface of the 
metal. When using corrosion inhibitors, it is necessary to carefully calculate the concentration and method of 
introducing them into the working environment. 

Given that corrosion inhibitors are acidic chemical solutions, their use can adversely affect the properties of 
tubing materials. When an inhibitor comes in contact with a metal surface of a pipe, as well as when it penetrates 
a threaded connection of a “tubing nipple — coupling”, metal destruction through the mechanism of hydrogen 
cracking may occur [12]. 

Nevertheless, polymer anticorrosive coatings also have a number of disadvantages, which include: aging of the 
polymer base, diffusion of the transported medium through the coating, and relatively low impact strength [5]. 

The effectiveness and durability of an anticorrosive coating depend on a variety of factors that influence its 
protective ability. One of the most significant indicators of a coating's quality is the adhesion strength between the 
polymer and the metal substrate, which depends on the application technology. The quality of the materials used, 
compliance with correct preparation techniques for the metal surface, and the coloring process play a crucial role in 
determining the adhesive strength. Additionally, temperature drying conditions are essential [13]. Along with the above 
requirements, the stability of the protective properties of the polymer coating does not always depend on the coating 
itself, but is also determined by the operating conditions and parameters [9]. The main technological factors 
contributing to the IACPC degradation and premature destruction can include: disruption of well operation due to a 
sharp drop in the temperature of the pumped product or pumping of the product at a temperature higher than the design 
temperature; excess pressure; the presence of high corrosion activity of the extracted products; incorrectly selected type 
of coating for specific operating conditions. 

There are frequent cases of damage to the polymer coating during scraping (cleaning) of the borehole from the 
formed asphalt-resin-paraffin deposits. The use of an improperly designed scraper contributes to the violation of the 
integrity of the surface layer of the coating. Scratches and protruding burrs are formed, which reduce the barrier 
properties of the polymer coating during further operation. 

The existing literature [14] on the issues of internal protection of oilfield equipment using polymer coatings 
only considers a small part of the problem and does not reflect the full picture of the IACPC destruction. It is 
important to note that depending on changing factors such as operating conditions, the type of polymer material 
used, technological operations of preparation and coating, the destruction of the anticorrosive coating may have a 
different character. Thus, due to the complexity of the kinetics of the coating destruction process and the lack of a 
practical basis, it is not always reliably possible to determine the true cause of coating damage. Numerous studies 
conducted by the authors on oilfield pipes allowed us to consider some new specific examples of IACPC 
destruction during operation and identify the main causes leading to degradation and failure of internal 
anticorrosive coatings, taking into account new factors. 
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Materials and Methods. The following samples with damage to the internal anticorrosive coating were selected as 
samples for the study: 

1. A fragment of tubing 0735.5 mm with damage to the coating in the form of blisters along the entire length of 
the sample. The tubing failed after 934 days of operation (Fig. | a, 5). 

2. A fragment of tubing @73x5.5 mm with the destruction of the coating in the form of extensive areas with 
detachments and blisters localized mainly in the nipple part of the tubing. The time to failure was 146 days (Fig. 2 a, 5). 

3. A fragment of tubing 0735.5 mm with a different color of the inner coating (Fig. 3 a, b). 

4. A fragment of the pipeline @3258 mm, with the coating destroyed, exposing the metal substrate, and a through 
defect in the pipe (Fig. 4 a, b). 

5. A fragment of the pipeline @159x8 mm with the formation of numerous blisters of the coating and its 
destruction (Fig. 5). 


Fig. 1. Damage to the internal anticorrosive coating: 
a, b — coating blistering 


Fig. 2. Destruction of the internal anticorrosive polymer coating: 
a — blistering of the coating; b — cracking of the coating 


Fig. 3. Different shades of the internal anticorrosive coating of the tubing: 
a — light brown shade of the coating; b — dark brown shade of the coating 
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Fig. 4. Damage to the internal anticorrosive coating of the pipeline @325<8 mm: 
a — general view of the destruction of the coating; b — burns of the coating 


Fig. 5. Destruction of the internal anticorrosive coating of the pipeline @159x8 mm 


In order to identify the reasons for IACPC failure, a comprehensive analysis of the study was conducted in two 
stages. The first stage was a detailed study of the operating conditions of the coated pipe (composition of the operated 
medium, temperature, pressure, presence of mechanical impurities), operating time and type of polymer material used. 
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The second stage included laboratory studies of the coating: visual inspection, determination of the thickness of the 
inner coating according to GOST 31 993-2013, control of dielectric continuity according to ASTM G62, determination 
of adhesive strength by the pull-off adhesion strength method according to GOST 32 299-2013, investigation of 
thermokinetic properties by means of differential scanning callometry (DSC). Microstructural studies were carried out 
using a scanning electron microscope “TESCAN VEGA3 SBH” equipped with a detachable device for energy 
dispersion analysis. 

Results. Microstructural studies of the anticorrosive coating of the tubing (sample No. 1) revealed complete 
detachment of the coating from the metal with the development of corrosion processes. This indicated that the 
formation of a corrosion layer with a thickness of approximately 122 microns was due to the prolonged penetration of 
aggressive components of the transported medium into the metal substrate (Fig. 6). Studies have not revealed any 
significant deviations or imperfections in the coating, such as local areas with reduced thickness or the presence of shot 
particles underneath the coating layer. These findings were consistent with the common occurrence of such phenomena 
during the shot blasting process of the metal surface prior to applying an anti-corrosion system. Based on these results, 
it could be concluded that the destruction of the coating through this mechanism was not the cause of the observed 
corrosion processes in this particular case [16]. These signs indicate damage to the anticorrosive coating caused by the 
operational impact due to the downhole work carried out to remove impurities and plugs in the tubing trunk using 
chemical reagents — hydrochloric acid treatments. It was also impossible to exclude an overpressure in the system, as a 
result of which gas penetrated into the coating volume as a result of diffusion permeability and its sharp expansion, 
which contributed to the destruction of the coating by decompression mechanism with the formation of blisters [1]. 


Corrosion 
products 


SEM HV: 20.0 kV WD: 15.52 mm VEGA3 TESCAN 


SEM MAG: 100 x Det: BSE 500 pm 
Bi: 16.00 Date(mid/y): 04/24/23 Performance in nanospace 


Fig. 6. Microstructural studies of the anticorrosive coating in the area of its damage 


According to the results of the study of the tubing fragment (sample No. 2), no deviations were found in areas where 
the coating remained intact. However, there was a two-fold decrease in the adhesive strength of the coating in the nipple 
area compared to the central part of the tube. The thermokinetic characteristics were determined by differential scanning 
spectroscopy (DSC) with determination of the glass transition temperature (Tg) of the coating along the entire length of 
the tubing. The results of the analysis did not reveal a significant variation in Tg values of the studied areas, which may 
indicate uniform heating during the polymerization of the coating. 

Microstructural analysis of the anticorrosive system has established that the peeling of the coating occurred along the 
primer layer and was characterized by a cohesive nature of destruction. In addition, oxide particles were present on the surface 
of the metal of the pipe and the detached part of the coating (Fig. 7, Table 1). In this case, inclusions of iron oxides on the 
inner surface of the pipe may have formed due to inadequate cleaning and surface preparation prior to coating. 

The considered example was a frequent case of destruction of the polymer coating associated with a violation of the 
technological processes of preparing the inner surface of the pipe before painting. 
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Fig. 7. Microstructural studies of the coating in the area of its destruction: 


a — peeling of the coating from the metal; 
b — presence of a layer of oxides; c — chemical composition of oxides 


Table 1 
Chemical composition of the oxide layer, weight % 
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Element/Area C O Si Mn Fe 


1 19.10 27.31 0.83 0.24 50.78 
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Upon visual inspection of the inner surface of the tubing (sample No. 3), it was found that the anticorrosive coating 
had a different shade. No visible coating defects, such as blisters, separations, or cracks, were found. However, when 
determining the dielectric continuity in the area with the dark brown coating (Fig. 3b), numerous breakdowns were 
detected, indicating a possible violation of the polymer's integrity due to the presence of microcracks. Taking into 
account the results of the conducted research, it could be concluded that the heterogeneity in the shade of the 
anticorrosive coating was likely due to under-polymerization during the drying process. Polymerization is achieved 
through exposure to high temperatures in specialized ovens, where chemical reactions between polymer chains take 
place. To ensure uniform heating of the coating during the curing process, it is essential to maintain a constant 
temperature. Any violation of the temperature-time polymerization regime directly affects the rate of chemical 
reactions, and as a result, can lead to the destruction of the polymer. 

Quite often, there are cases of damage to the anticorrosive coating caused by human error. The formation of coating 
damage occurs accidentally and it is impossible to predict their occurrence in advance. These defects can occur at 
different stages, from the production of pipes to their transportation to the consumer. Specifically, the following factors 
can contribute to the occurrence of these defects: improper selection of coating material for operating conditions, 
mechanical damage due to lifting and lowering operations or scraping, violations of regulations during transportation 
and storage of coated pipe products, and the influence of human error. 

As an example, we can consider damage to the powder-based inner coating caused by repair work on @325x8 mm 
pipeline (sample No. 4). The damage to the coating was severe, leading to the exposure of the metal substrate and the 
formation of a through defect in the pipe. External signs, such as the presence of blisters and a change in the color of the 
coating to black, indicated an additional temperature effect on the pipe at temperatures above 250°C (Fig. 4 a). In this 
case, welding work carried out during repair of the pipeline resulted in the formation of burns and burnouts in the 
coating (Fig. 4 5), due to violation of integrity and continuity of the coating. As a result, the transported medium could 
easily penetrate through the polymer layer to the metal of the pipe, activating corrosion processes. The intensity of 
corrosion in a pipeline could be increased by the presence of corrosive substances in the transported fluid, such as 
dissolved gases like CO2 and H2S. It could also be influenced by factors such as the velocity of the fluid flow, 
temperature, and pressure within the pipeline. 

There are often cases where the destruction of an anticorrosive coating can have a complex mechanism and be 
accompanied by a combination of several factors. Microstructural studies of the @325x8 pipeline showed that the 
destruction of the coating occurred through the mechanism of decompressive peeling, which happened under the 
influence of a sudden pressure drop [1]. The penetration of gases through the coating reduced the barrier properties of 
the anticorrosive coating, leading to the development of corrosion on the pipe metal and the formation of corrosion 
products (Fig. 8). In addition, given the scale and nature of the destruction of the anticorrosive coating layer, it could be 
established that the main cause of damage to the pipeline was a local thermal effect applied from the inner surface of the 
pipe. In this case, high-temperature heating led to overheating of the internal anticorrosive coating and its destruction. 


SEM HV: 20.0 kV WD: 15.00 mm SEM HV: 20.0 kV WD: 15.35 mm VEGA3 TESCAN 
SEM MAG: 70 x Det: BSE 1mm SEM MAG: 200 x Det: BSE 200 um 
BI: 14.00 Date(m/d/y): 05/19/21 Performance in nanospace BI: 14.00 Date(m/d/y): 06/16/21 Performance in nanospace 


a) b) 


Fig. 8 Microstructural studies of anticorrosive coating in the field of destruction: a — peeling of the coating; 
b — destruction of the polymer coating 
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Discussion and Conclusion. Having studied practical examples of damage to internal anticorrosive coatings, it is 
possible to divide the causes of their destruction into three groups: operational, technological and defects formed during 
transportation, storage and construction and installation works. 

Operational defects can be associated with various external influences, such as the use of hydrochloric acid 
treatments and the presence of mechanical impurities. The most common is exceeding the maximum permissible 
temperature for this type of coating (usually 20—30°C below the glass transition temperature) or high partial pressures 
of hydrogen sulfide (H2S) and carbon dioxide (COz). 

A comprehensive assessment of the coating's ability to withstand operational impacts in the conditions of oil 
production and transportation can be conducted in accordance with GOST 58 346-2019! and regulatory documents 
developed on its basis” *+4. Despite discrepancies in the methods of autoclave testing, all the presented documents can 
adequately assess the IACPC quality. However, predicting the resource of trouble-free operation based on them is 
impossible. The development of a model for accident-free resource forecasting is the most urgent task. It, in turn, is 
based on the accumulation, description and systematization of the causes of the IACPC destruction. 

Technological defects include all defects and imperfections formed during the preparation of the pipe surface before 
painting and applying (polymerization) of internal coatings. Obtaining the necessary properties for a specific coating 
system is possible if the preparation requirements specified in Table 2 are met. For powder thermohardening coatings, 
criterion ATg<3°C must be met. It is possible to control the degree of hardening of liquid coatings only by indirect 
methods, for example, by comparing the Buchholz hardness of the controlled coating with the reference one. 


Table 2 
Requirements for the inner surface 
Parameter Indicator Standard Test method 
Degree of degreasing No more than 1 GOST 9.402 
Presence of oxides i aa Sa 2.5 GOST R ISO 8 501-1 


not less than 


Amount of dust, 


2 points 
. no more than 
Dustiness ISO 8 502-3 


Size of the dust particles, 
no more than 


2 class 


Average height 
Roughness of microroughness Rz, 40-100 ISO 8 503-2 
microns, within 


Salt content mg/m”, ISO 8 502-6 
Presence of water-soluble salts un aniag 20 ISO 8 502-9 


Defects that may occur during transportation, storage, construction, and installation can be minimized only with an 
increased focus on production quality and/or the implementation of inspection and construction control. 

The compliance with the presented recommendations makes it possible to obtain IACPC with a guaranteed lifespan 
of at least 15 years under the conditions of Western Siberia, as confirmed by the successful operation of similar 
pipelines at Surgutneftegaz PJSC and LUKOIL — Western Siberia LLC. 
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O6 aemopax: 

Exatepnua Cepreepna Cypraesa, aciupaHT Kkadbeypbl MeTaJIIOBeCHHA, MOPOWIKOBOM MeTasIyprun, 
HaHOMaTepHalioB CamapcKoro rocyjapcTBeHHOro TexHHMYecKoro yHuBepcuteta (443001, P@,  r. Camapa, 
yn. Monogorpapyelickat 133), HayaHetit cotpygqHHK OOO «HII «Camapa»» (443022, Pd,  r. Camapa, 
yn. DapaxuHpm mpoe3g 3b), ORCID, gavriluk@npcsamara.ru 


Taper Esrenbesny FOqnn, kanauyat TexHW4eCKHX HayK, JOWeHT CamMapcKoro rocyapcTBeHHOrO TeXHH4eCKOTO 
yuuBepcuteta (443001, P®, r. Camapa, yn. Mononorsapzeticxaa 133), qupextop no Hayke OOO «HIIL] «Camapa»» 
(443022, P®, r. Camapa, ya. CapaxHpm mpoe3z 3b), SPIN-Kom: 3901-0458, ORCID, ScopusID, yudin@npcsamara.ru 


AnekcaHaip [lerpopu4a Amocos, JOKTOp (u3HKO-MaTeMaTHYeCKHX HayK, mpodeccop, 3aBelyIomMu Kaderpoi 
MeTaJWIOBeCHHA, MOPOWIKOBOM MeTaWIyprHv, HaHoMaTepHasioB CamapcKoro rocyfapcTBeHHOoro TexHW4ecKoro 
yuuBepcuteta (443001, P®, r. Camapa, yu. Monoyorsapyeticxas 133), SPIN-Kog: 3429-5946, ORCID, ScopusID, 
ResearcherID, egundor@yandex.ru 


3aAeleHHbIu 6KIAO aemopos: 

E.C. Cypraepa — cOop Hu MO_TOTOBKa MaTepHasia, MpOBeeHve IKCIePHMeHTAJIbHbIX MCCeqOBaHui, onMcaHHe 
pe3yJIbTaTOB HcceqOBaHUl HM O*OpMIIeHHe Hay4HOH CTaTbH. 

TLE. KOqun — dbopmuposanve OCHOBHO! KOHIeMIMH, Les H 3aa4H UccIeqOBaHHi, POPMYHPOBKa BbIBOOB. 

A.II. AMocop — Hay¥Hoe pykOBOZCTBO, oOOcy2xKeHHe pe3yIbTaTOB CCeqoOBaHMii, opaboTKa TekctTa, 
KOPpeKTHPOBKa BbIBOJOB. 


Kondsaukm unmepecoe: aBropel 3aaBAIOT OO OTCYTCTBHH KOH@IMKTa HHTepecos. 
Bce aemopoi npowumaau u odobpuau oKOoHYaMebHolU Bapuanm pyKonucu. 
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